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Description 

[0001] The present invention relates to containment 
flaps, a method for their construction and to absorbent 
articles comprising these containment flaps. s 
[0002] Various containment flaps are known for use in 
connection with absorbent articles such as infant dia- 
pers, training pants, adult incontinence products and 
the like. Such containment flaps are generally employed 
along the longitudinal sides of an absorbent article such 10 
as a diaper. The containment flaps are generally 
thought to be particularly well suited for the containment 
of fecal matter and to prevent the lateral flow of liquid 
waste until such time as the liquid waste can be 
absorbed by the absorbent article. 75 
[0003] Containment flaps are often used in connection 
with elasticized leg cuffs located at the leg openings of 
the absorbent article which leg cuffs perform an addi- 
tional gasketing function. 

[0004] Many constructions of containment flaps are 20 
known. Such containment flaps generally comprise a 
proximal edge, intended to be attached to the absorbent 
article, and an opposite distal edge which is generally 
not attached to the absorbent article along at least a 
portion of its length. An elastic member is generally 25 
located adjacent the distal edge to assist in maintaining 
the containment flap in an upright condition and in main- 
taining a sealing relationship between the distal edge of 
the containment flap and the body of a wearer during 
use. The elastic member is generally located between 30 
two layers of material so that the elastic does not come 
into contact with the body of a wearer. Typically, the con- 
tainment flaps are formed by folding the material from 
which the containment flap is to be formed in a longitu- 
dinal direction such that the fold line defines the distal 35 
edge of the containment flap with the opposite longitudi- 
nal ends of the material forming the proximal edge of 
the containment flap. In this manner, the elastic member 
is encased by the folded edge of the material such that 
it cannot contact the body of a wearer during use. 40 
[0005] In order to allow the elastic material to gather 
the containment flap and assist in maintaining it in an 
upright position, the elastic material is generally adhe- 
sively attached to the containment flap. Adhesive 
attachment of the elastic member to the containment 45 
flap results in a certain amount of the elastic nature of 
the elastic member being destroyed. Specifically, at the 
points where the elastic member is adhesively attached 
to the containment flap, the elastic member is no longer 
capable of being stretched. That is, it is no longer *'elas- so 
tic". Moreover, the use of adhesives to attach the elastic 
material, or in joining the two layers of material, has 
been found, in some instances, to undesirably affect the 
stiffness of the containment flap. 

[0006] Finally, known methods of constructing con- ss 
tainment flaps tend to be relatively complex such that 
they may be a rate-limiting factor in certain continuous 
processes for producing absorbent articles. 



[0007] EP-A-0 411 287 describes a garment with a 
waste containment pocket defined by spaced elasti- 
cized flaps and a method for producing the same. The 
flaps are formed by placing two elastic members onto a 
layer and applying an adhesive. 
[0008] EP-A-0 568 085 describes a containment flap 
as mentioned in the preamble of claim 1 and a method 
in which the two elastic elements are provided on a 
sheet and adhered thereto by use of an adhesive. 
[0009] Accordingly, it is the object of the present 
invention to provide a containment flap which is gener- 
ally flexible and relatively easy to manufacture and 
which may be more economically manufactured and 
produced than certain known containment flaps and to 
provide a method for the construction of such contain- 
ment flaps and absorbent articles employing such con- 
tainment flaps. 

[0010] This object is solved by the containment flap 
according to independent claims 1 and 12, the absorb- 
ent article according to independent claim 22, and the 
method of making a containment flap according to inde- 
pendent claims 24 and 34. Further advantageous fea- 
tures, aspects and details of the present invention are 
evident from the dependent claims, the description and 
the drawings. The claims are intended to understood as 
a first non-limiting approach to defining the invention in 
general terms. 

[0011] In one aspect, the present invention provides a 
containment flap for use on an absorbent article, which 
has a proximal edge adapted to be joined to the absorb- 
ent article and a distal edge opposite said proximal 
edge. The containment flap comprises a first layer of 
heat-fusible material, a second layer of heat-fusible 
material, and an elastic member located between said 
first and second layers adjacent the distal edge of the 
containment flap. 

[0012] In a preferred embodiment of this aspect of the 
present invention, a first pattern of thermal bonds joins 
said first and second layers together. The first pattern of 
thermal bonds is located between the elastic member 
and the distal edge such that the elastic member is pre- 
vented from contacting the skin of a wearer. In a specific 
embodiment of this aspect of the present invention, the 
elastic members are adhesively joined to said first layer. 
[0013] In a second preferred embodiment of this 
aspect of the present invention, a pattern of intermittent, 
thermal bonds joins said first and second layers 
together and intermittently, thermally bonds said elastic 
member to said first and second layer. 
[0014] in a third preferred embodiment of this aspect 
of the present invention, said first and second layers are 
formed from a single, integral piece of material which is 
folded upon itself. A pattern of intermittent, thermal 
bonds joins said first and second layers together and 
intermittently, thermally bond said elastic member to 
said first and second layer. 

[0015] In another aspect, the present invention pro- 
vides an absorbent article having a front portion, a rear 
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portion, and a crotch portion connecting the front and 
rear portions. The crotch portion has opposite longitudi- 
nal side portions. The absorbent article comprises a liq- 
uid-permeable bodyside liner, an outer cover, and an 
absorbent core located between the bodyside liner and 
the outer cover. A pair of containment flaps extends lon- 
gitudinally from the front portion of the absorbent article 
to the rear portion. The containment flaps have a proxi- 
mal edge and a distal edge opposite the proximal edge. 
The proximal edge is joined to the bodyside liner in the 
crotch portion and in the front and rear portions. The 
containment flaps comprise a first layer of heat-fusible 
material, a second layer of heat-fusible material, and an 
elastic member located between the first and second 
layers of heat-fusible material adjacent the distal edge. 
[001 6] In a first preferred embodiment of this aspect of 
the present invention, a first pattern of thermal bonds 
joins said first and second layers together. The first pat- 
tern of thermal bonds is located between the elastic 
member and the distal edge such that the elastic mem- 
ber is prevented from contacting the skin of a wearer. In 
a specific embodiment of this aspect of the present 
invention, the elastic members are adhesively joined to 
said first layer. 

[0017] In a second preferred embodiment of this 
aspect of the present invention, a pattern of intermittent, 
thermal bonds joins said first and second layers 
together and intermittently, thermally bonds said elastic 
member to said first and second layer. 
[0018] In a third preferred embodiment of this aspect 
of the present invention, said first and second layers are 
formed from a single, integral piece of material which is 
folded upon itself. A pattern of intermittent, thermal 
bonds joins said first and second layers together and 
intermittently, thermally bonds said elastic member to 
said first and second layers. 

[0019] In another aspect, the present invention pro- 
vides a method of making a containment flap for use on 
an absorbent article. The method comprises providing a 
first layer of heat-fusible material traveling in a first 
direction. Two elastic members traveling in the first 
direction are attached to the first layer in a laterally- 
spaced relationship. A second layer of heat-fusible 
material traveling in the first direction is thermally 
bonded to the first layer to form a composite having first 
and second longitudinal side edges. The second layer 
of heat-fusible material is bonded to the first layer of 
heat-fusible material such that the elastic members are 
located between the first and second layers and such 
that a first pattern of thermal bonds is located between 
the elastic members. The composite is slit in the first 
direction between the elastic members to form two slit 
composites. The slit composites are then cut in a sec- 
ond direction perpendicular to said first direction to form 
a containment flap. 

[0020] In another aspect, the present invention pro- 
vides a method of making a containment flap for use on 
an absorbent article, which comprises providing a sin- 



gle, integral piece of heat-fusible material; folding said 
piece of heat-fusible material to provide first and second 
layers of heat-fusible material; positioning an elastic 
member between said first and second layers of heat- 
5 fusible material; and intermittently, thermally bonding 
said elastic member to said first and second layers. 

Fig. 1 illustrates a partial cutaway plan view of a 
containment flap according to one embodiment of 
jo the present invention. 

Fig. 2 illustrates a partial cutaway plan view of a 
containment flap according to a second embodi- 
ment of the present invention. 

75 

Fig. 3 illustrates a partial cutaway plan view of a 
third embodiment of a containment flap according 
to the present invention. 

20 Fig. 4 illustrates a partial cutaway plan view of a 
fourth embodiment of a containment flap according 
to the present invention. 

Fig. 5 illustrates a top plan view of a diaper accord- 
25 ing to the present invention. 

Fig. 6 illustrates a cross-sectional perspective view 
taken along line 6-6 of Fig. 5. 

30 Fig. 7 illustrates a schematic illustration of a method 
for producing containment flaps according to the 
present invention. 

Fig. 8 illustrates a top plan view of the containment 
35 flap as it is produced according to the method of 
Fig. 7. 

Fig. 9 illustrates a cross-sectional view taken along 
line 9-9 of Fig. 8. 

40 

Fig. 10 is a cross-sectional view of the containment 
flap illustrated in Fig. 9 in position on a diaper. 

[0021 ] In one aspect, the present invention provides a 
45 containment flap for use on an absorbent article. This 
aspect of the present invention can best be understood 
by reference to the drawings in which like numerals rep- 
resent like elements. Fig. 1 illustrates a partial cutaway 
top plan view of a containment flap according to the 
so present invention. In Fig. 1 , containment flap 10 defines 
a proximal edge 12, adapted to be joined to an absorb- 
ent article, and a distal edge 14 opposite the proximal 
edge 12. Containment flap 10 comprises a first layer of 
heat-fusible material 16, a second layer of heat-fusible 
5t material 16, and an elastic member 20 located between 
the first layer 16 and the second layer 18. The elastic 
member 20 is positioned adjacent distal edge 14. 
[0022] A first pattern of thermal bonds 22 joins the first 
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and second layers of heat-fusible material together. The 
first pattern of thermal bonds 22 is located between the 
elastic member 20 and the distal edge 14 such that the 
elastic member 20 is prevented from contacting the skin 
of a wearer when the containment flap is used on an 
absorbent article. 

[0023] A second embodiment of a containment flap 1 0 
according to the present invention is illustrated in Fig. 2. 
Again, the containment flap defines a proximal edge 12 
and a distal edge 14 located opposite the proximal edge 
12. The containment flap is formed from a first layer of 
heat-fusible material 16 and a second layer of heat-fusi- 
ble material 18. In this embodiment, two elastic mem- 
bers 20 are located between the first and second layers 
adjacent the distal edge 14. The two elastic members 
20 are adhesively attached to the first layer 1 6 by adhe- 
sive 24. 

[0024] Fig. 3 illustrates a partial cutaway plan view of 
a third embodiment of a containment flap according to 
the present invention. In the embodiment illustrated in 
Fig. 3, containment flap 10 includes intermittent, ther- 
mal bonds 30 which join said first and second layers 
together and intermittently, thermally bond said elastic 
members to said first and/or second layers. Contain- 
ment flap 10 may include the first pattern of thermal 
bonds 22 and may further comprise a second pattern of 
thermal bonds 26 bonding the first and second layers of 
heat-fusible material together. The second pattern of 
thermal bonds is located between the elastic member 
20 and the proximal edge 12. In this way, a channel 28 
is formed between the first and second layers of heat- 
fusible material. The elastic member 20 is located in 
channel 28. 

[0025] Fig. 4 illustrates a partial cutaway plan view of 
a fourth embodiment of a containment flap according to 
the present invention. In the embodiment illustrated in 
Fig. 4, containment flap 10 is formed from a single, inte- 
gral piece of material which is folded to define distal 
edge 14, the first layer of heat-fusible material 16 and 
the second layer of heat-fusible material 18. Elastic 
member 20 is located between the first and second lay- 
ers of heat-fusible material. Intermittent, thermal bonds 
30 join said first and second layers together and inter- 
mittently, thermally bond said elastic member to said 
first and/or second layers. The containment flap 10 may 
also comprise thermal bonds 25 which further bond 
said first and second layers together. 
[0026] The containment flaps illustrated in Figs. 1-4 
are adapted for use on absorbent articles. Typically, the 
containment flaps will be attached to the absorbent arti- 
cle at or adjacent proximal edge 12. At least a portion of 
the distal «dge 14 will be unattached to the absorbent 
article such that the containment flap 1 0 provides a bar- 
rier to the lateral flow of waste material, 
[0027] A wide range of materials are suitable for use 
as the first and second layers of heat-fusible material. A 
material will be considered to be heat fusible when an 
applied thermal energy causes it to soften or melt such 



that it can be joined to another material. As used herein, 
reference to "thermal bonds", "thermal bonding", "ther- 
mally bonded", "thermally attached" and the like refer to 
bonding caused by the application of thermal energies, 
5 such as heat, ultrasonic energy, infra red energy, and 
the like. 

[0028] Specific examples of materials suitable for use 
as the first and second layers of heat-fusible material 
include nonwoven materials, such as spunbond or melt- 

io blown thermoplastic polymers, such as polyolefins; 
bonded carded webs; film materials, such as polyolefin, 
ethylene vinyl acetate, ethyl methacrylate, and polyes- 
ter films; foam materials, such as polyolefin foams; 
woven materials, such as woven polypropylene, poly- 

15 ethylene or polyester fabrics; and composites and lami- 
nates of the above nonwoven, film, foam, and woven 
materials. In a specific embodiment of the present 
invention, such as that illustrated in Fig. 1, the first and 
second heat-fusible materials are non-integrally formed. 

20 That is, the first and second layers of heat-fusible mate- 
rial represent separate elements which are not joined 
other than by thermal, adhesive, or similar attaching 
techniques. Specifically, the first and second layers are 
not formed from an integral piece of material through a 

25 folding process. In another specific embodiment of the 
present invention, such as that illustrated in Fig. 4, the 
first and second heat-fusible layers are integrally 
formed. That is, the first and second layers are formed 
from a single, integral piece of material through a folding 

30 process. If the containment flap of Fig. 3 is formed from 
a single, integral piece of material, the presence of ther- 
mal bonds 22 causes the distal edge to "blouse" when 
in use on an absorbent product. 
[0029] In another specific embodiment, the first and 

35 second layers of heat-fusible materials are formed from 
a nonwoven material such as a spunbond or meltblown 
polyethylene or polypropylene material. When it is 
desired to provide a containment flap which is generally 
liquid pervious, the spunbond material will suitably be 

40 treated with a surfactant to render it generally 
hydrophilic. Alternatively, one of the first or second lay- 
ers of heat-fusible material may be treated with a sur- 
factant while the other layer is treated to a lesser extent 
with a surfactant or is not treated with a surfactant. In 

45 this case, a containment flap which is less pervious to 
liquid will be produced. Still further, if it desired to pro- 
duce a containment flap which is generally liquid imper- 
vious, one of the first or second layers of heat-fusible 
material can comprise a liquid-impervious film, such as 

so a polyolefin film. 

[0030] In one specific embodiment, the first layer of 
heat-fusible material comprises a polypropylene spun- 
bond material having a basis weight of about 14.0 
grams per square meter (about 0.4 ounce per square 

55 yard) and being formed from fibers having a tex (denier) 
of about 0.27-0.43 (about 2.5-3.8 d), which material is 
treated with a surfactant commercially available from 
Rohm and Haas Company, Philadelphia, PA, under the 
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trade designation Triton X-102, at an add-on rate of 
about 0.3 weight percent. The second layer of heat-fusi- 
ble material comprises a spunbond/meltblown compos- 
ite formed from polypropylene and having a basis 
weight of about 28.0 grams per square meter (about 0.8 5 
ounce per square yard) and comprising from about 50 
percent spunbond material and about 50 percent melt- 
blown material. 

[0031 ] The elastic member 20 may comprise any elas- 
tomeric material capable of being elongated at least 10 
about 50 percent, alternately at least about 250 percent, 
alternately at least about 350 percent, and capable of 
recovering to a length within at least about 75 percent, 
more particularly, at least about 50 percent of its elon- 
gated length (original length plus elongation). The elas- is 
tic member may be in the form of ribbons, individual 
strands, or other configurations. In one embodiment, the 
elastic member is in the form of individual elastomeric 
threads of elastomeric material. As described above, 
the containment flaps may comprise a single, elastic 20 
member or two or more elastic members. In one specific 
embodiment, the elastic member comprises a 470 deci- 
tex Lycra® thread commercially available from E. I. 
Dupont de Nemours and Co. Alternatively, the elastic 
member 20 can be composed of a thermoplastic elas- 25 
tomer or a natural or synthetic rubber commercially 
available from J.RS. Elastomerics Corp. The elastic 
member 20 can also be composed of a heat-activatable 
elastic material such as Pebax®, commercially availa- 
ble from Atochem, Inc., which can be activated with 30 
heat treatment after the association with the contain- 
ment flap. 

[0032] In the specific embodiments illustrated in Figs. 
3 and 4, the elastic member is intermittently, thermally 
attached to the first and/or second layer of heat-fusible 35 
material. Specifically, intermittent, thermal bonds 30 
soften or partially melt the first and/or second layers 16 
and 18 so that they, become thermally bonded. The 
elastic member 20 is trapped by the softened or melted 
material forming the first and/or second layers 16 and <o 
18. It is generally desired that elastic member 20 not be 
melted or decomposed in the area of intermittent, ther- 
mal bond 30 so that the integrity of the elastic member 
20 is retained along the length of the containment flap. 
Accordingly, the melting point or decomposition point of as 
the elastic member 20 should be greater than the sof- 
tening and/or melting point of the first and/or second 
layers of heat-fusible materials. Specifically, the melting 
point or decomposition point of the elastic member 20 
may be at least about 5 degrees Centigrade, more spe- so 
crfically, at least about 10 degrees Centigrade greater 
than the melting point of the first and/or second layers of 
heat-fusible material. In this manner, the first and sec- 
ond layers of heat-fusible material may be melt bonded 
Together so as 10 entrap and hold the elastic member 20 st 
without causing the elastic member 20 to melt or 
decompose, 

[0033] In the specific embodiment illustrated in Fig. 2, 
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two elastic members 20 are shown as being adhesively 
attached to the first layer 16 by adhesive 24. Those 
skilled in the art will recognize that a wide variety of 
adhesive materials are suitable for use as adhesive 24. 
Specifically, the adhesive 24 may comprise a hot melt 
adhesive, a pressure-sensitive adhesive, latex adhe- 
sive, and the like. In one specific embodiment, the adhe- 
sive 24 comprises a hot melt adhesive commercially 
available from Findley Adhesives, Inc. under the trade 
designation H2096. The adhesive 24 may be applied in 
a wide variety of patterns known to those skilled in the 
art. Specifically, the adhesive 24 may be applied in 
swirls, strands, strips, bars, spots, and the like, and may 
be applied via slot coating, spraying, printing, and the 
like. Those skilled in the art will recognize that, at the 
points at which elastic member 20 is adhered to the first 
layer of heat-fusible material, the elastic nature of the 
elastic member is destroyed. That is, the elastic cannot 
be stretched over that length of the elastic member 20 
which is adhesively attached to the first substrate. In 
order to compensate for the partial deadening of the 
elastic nature of the elastic member 20, it is generally 
desirable to use an elastic member having sufficient 
contractive forces to compensate for the partial loss of 
elastic nature caused by adhesive 24. 
[0034] Similarly, in the embodiments illustrated in 
Figs. 3 and 4, the elastic nature of the elastic member 
20 is destroyed in the area of intermittent, thermal 
bonds 30. However, the intermittent, thermal bonds 30 
generally provide a stronger attachment to the first layer 
16 than do the adhesive bonds created by adhesive 24 
illustrated in Fig. 2. Thus, it is possible to space the ther- 
mal bonds 30 a greater distance apart than is generally 
done with the use of adhesives, such as illustrated in 
Fig. 2. 

[0035] Specifically, the thermal bonds 30 may be 
spaced so that they are located only at the longitudinal 
ends of the flaps. They may also be intermittently 
spaced from about 10 cm (about 4 inches) to about 1 
cm (about 0.4 inch) apart. Further, the thermal bonds 30 
may be placed in a pattern of varying spacing allowing 
for increased bonding or decreased elastic retraction 
along the length of the flap. When the flaps are pro- 
duced in a process, such as that illustrated below in 
connection with Figs. 7 and 8, the intermittent, thermal 
bonds may be located so that, when individual flaps are 
formed (such as by the cuts made by cutter 80 
described in connection with Fig. 7 below), the elastic 
member retracts from the longitudinal ends of the flaps 
to the thermal bond 30. This creates an area of the con- 
tainment flap which is free of elastication. This area 
which is free of elastication is suitably at least about 
2.54 cm (about 1 inch) in length, particularly about 2.54 
cm (about 1 inch) to about 12.7 cm (about 5 inches) in 
length. 

[0036] Due to the greater spacing between thermal 
bonds 30, it is generally possible to use an elastic mem- 
ber having less contractive forces in the embodiment 
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illustrated in Figs. 3 and 4 than in that embodiment illus- 
trated in Fig. 2. Alternatively, it may be possible to use a 
single, elastic member in the embodiment illustrated in 
Figs. 3 and 4, while it may be desirable to use at least 
two of the same elastic members in the embodiment 
illustrated in Fig. 2. 

[0037] The first pattern of thermal bonding illustrated 
in Figs. 1 -3 serves to provide a seal along distal edge 1 4 
such that the elastic member 20 cannot contact the skin 
of a wearer during use. In the past, distal edge 14 was 
often formed by folding. In this manner, elastic member 
20 was prevented from contacting the skin of a wearer 
during use. However, the process to form such a folded 
distal edge was, in certain instances, undesirably com- 
plex. The use of the first pattern of thermal bonds to join 
the first and second layers together, such that the elas- 
tic member 20 is prevented from contacting the skin of a 
wearer, allows for the more efficient production of con- 
tainment flaps. 

[0038] Further, when the first pattern of thermal bonds 
joins first and second nonintegral layers together, it is 
possible to form shaped or curved containment flaps. 
Specifically, the distal edge of the containment flaps can 
be clef ined in aTurved pattern, relative to the "proximal 
edge, by the first pattern of thermal bonds. Excess 
material beyond the distal edge of the containment flap 
(as defined by the first pattern of thermal bonds) can 
then be trimmed-and removed. In this manner, a con- 
tainment flap, having different distances between its 
proximal and distal edges along its length, can be 
defined. 

[0039] In the embodiments illustrated in Figs. 3 and 4, 
use of the intermittent, thermal bonds 30 to join the 
elastic member 20 to the first and second layers can 
result in the formation of a containment flap that does 
not require the presence of any adhesive. This allows 
for the production of a containment flap with improved 
softness. That is, the presence of adhesive introduces a 
degree of stiffness to the containment flap that can be 
avoided through the sole use of thermal bonds. 
[0040] When it is desired to minimize the use of ther- 
mal bonds in the containment flap, it is possible to form 
the flap generally illustrated in Fig. 4. 
[0041] Those skilled in the art will recognize that the 
first and second patterns of thermal bonds can be 
formed in a wide variety of ways. Specifically, the first 
pattern of thermal bonds can be formed by ultrasonic 
bonding, heat bonding, infrared bonding, and the like. 
Moreover, the pattern may be formed of a wide variety 
of geometric shapes, such as squares, circles, dots, 
ellipses, and the like. The first pattern of thermal bonds 
is generally formed such that the thermal bonds join, via 
melt bonding, the first and second layers together along 
at least about 10, more particularly at least about 30, 
and more particularly at least about 50 percent of the 
length of the containment flap. 
[0042] The second pattern of thermal bonds illustrated 
in Fig* 3 may be the same as the first pattern of thermal 



bonds or may be different. Specifically, it is believed that 
the second pattern of thermal bonds may comprise indi- 
vidual thermal bonds which are spaced further apart 
and thereby comprise a lower percent of the length of 

5 the containment flap than the first pattern of thermal 
bonds. This is because it is generally not as critical to 
prevent the elastic member from passing outside the 
second pattern of thermal bonds, as this would not 
cause the elastic member to contact the skin of a 

io wearer. 

[0043] Any method of forming the first and second pat- 
terns of thermal bonds is believed suitable for use in the 
present invention. 

[0044] The thermal bonds 25 illustrated in Fig. 4 may 
75 be formed by any method and in any shape suitable for 
use in forming the first and second patterns of thermal 
bonds. 

[0045] Figs. 5 and 6 illustrate a diaper according to the 
present invention. While the specific embodiments of 

20 the present invention will be described in terms of a dis- 
posable infant diaper adapted to be worn by infants 
about the lower torso, it is to be understood that the 
present invention is equally applicable to other absorb- 
" ent articles; such as adult incontinence garments, train- 

25 ing pants, feminine care products, and the like. With 
reference to Figs. 5 and 6, diaper 32 defines a front por- 
tion 34, a rear portion 36, and a crotch portion 38 con- 
necting the front and rear portions. The crotch portion 
has opposite longitudinal side portions 40. Specifically, 

30 diaper 32 comprises an outer cover 42, a bodyside liner 
44, and an absorbent core 46 located between the bod- 
yside liner 44 and the outer cover 42. When used 
herein, reference to a front portion refers to that part of 
the diaper which is generally located on the front of an 

35 infant when in use. Reference to the rear portion refers 
to the portion of the diaper generally located at the rear 
of the infant when in use, and reference to the crotch 
portion refers to that portion which is generally located 
between the legs of an infant when in use. 

40 [0046] -The crotch-portion 38-has opposite longitudinal 
. side portions 40 which comprise a pair of elasticized, 
longitudinally-extending leg cuffs 48. The leg cuffs 48 
are generally adapted to fit about the legs of a wearer 
when in use and serve as a mechanical barrier to the 

45 lateral flow of body exudates. Leg cuffs 48 are elasti- 
cized by leg elastics 50. Diaper 32 further comprises 
front waist elastic 52 and rear waist elastic 54. The rear 
portion 36 of diaper 32 also comprises fastening 
means, such as tape fasteners 56. The tape fasteners 

so 56 are intended to hold the diaper 32 about the waist of 
an infant when in use. 

[0047] Further, diaper 32 comprises containment flaps 
10 such as those illustrated in Figs. 1-4. In the specific 
embodiment illustrated in Figs. 5 and 6, the diaper 32 
55 comprises a containment flap such as that illustrated in 
Fig. 4. The containment flap 10 is attached to bodyside 
liner 44 along proximal edge 12 in the front, rear, and 
crotch portion of the diaper 32. The distal edge 14 of 
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containment flap 10 is adhered to the bodyside liner 44 
of diaper 32 in at least a portion of the front and rear 
portion of diaper 32. In this way, elastic members 20 
function to maintain the distal edge of containment flap 
10 in an upright condition in the crotch portion of diaper 
32 when in use on a wearer. 

[0048] Bodyside liner 44 suitably presents a body-fac- 
ing surface which is compliant, soft feeling and non-irri- 
tating to the wearer's skin. Further, bodyside liner 44 
may be less hydrophilic than the absorbent core 46, to 
present a relatively dry surface to the wearer, and is suf- 
ficiently porous to be liquid permeable, permitting liquid 
to readily penetrate through its thickness. A suitable 
bodyside liner may be manufactured from a wide selec- 
tion of web materials, such as porous foams, reticulated 
foams, apertured plastic films, natural fibers (for exam- 
ple, wood or cotton fibers), synthetic fibers (for example, 
polyester or polypropylene fibers), or a combination of 
natural and synthetic fibers. Bodyside liner 44 is suitably 
employed to help isolate the wearer's skin from liquids 
held in absorbent core 46. 

[0049] Various woven and nonwoven fabrics can be 
used for bodyside liner 44. For example, the bodyside 
liner may be composed of a meltblown or spunbonded 
web of polyolef in fibers. The bodyside liner may also be 
a bonded-carded web composed of natural and/or syn- 
thetic fibers. The bodyside liner may be composed of a 
substantially hydrophobic material, and the hydrophobic 
material may, optionally, be treated with a surfactant, or 
otherwise processed, to impart a desired level of wetta- 
bility and hydrophilicity. In a particular embodiment of 
the present invention, the bodyside liner 44 comprises a 
nonwoven, spunbond, polypropylene fabric composed 
of about 0.31-0.36 tex (about 2.8-3.2 denier) fibers 
formed into a web having a basis weight of about 22 
grams per square meter and a density of about 0.06 
gram per cubic centimeter. The fabric is surface treated 
with about 0.28 weight percent of a surfactant commer- 
cially available from-Rohm and Haas Co. under the 
4rade designation Triton X-102. 
[0050] The outer cover 42 may suitably be composed 
of a material which is either liquid permeable or liquid 
impermeable. It is generally preferred that the outer 
cover 42 be formed from a material which is substan- 
tially impermeable to liquids. For example, a typical 
outer cover can be manufactured from a thin plastic film 
or other flexible liquid-impermeable material. For exam- 
ple, the outer cover 42 may be formed from a polyethyl- 
ene film having a thickness of from about 0.01 2 mm (0.5 
mil) to about 0.051 mm (2.0 mils). If it is desired to 
present the outer cover 42 with a more clothlike feeling, 
the outer cover 42 may comprise a polyethylene film 
having laminated to the outer surface thereof a nonwo- 
ven web, such as a spunbond web of polyolefin fibers. 
For example, e polyethylene film having a thickness ot 
about 0.015 mm (0.6 mil) may have thermally laminated 
thereto a spunbond web of polyolefin fibers, which fib- 
ers have a thickness of about 0.1 6 to 0.28 tex (about 1 .5 



to 2.5 denier) per filament, which nonwoven web has a 
basis weight of about 24 grams per square meter (0.7 
ounce per square yard). Methods of forming such cloth- 
like outer covers are known to those skilled in the art. 

5 [0051] Further, the outer cover may be formed of a 
woven or nonwoven fibrous web layer which has been 
totally or partially constructed or treated to impart a 
desired level of liquid impermeability to selected regions 
that are adjacent or proximate the absorbent core 46. 

70 Still further, the outer cover 42 may optionally be com- 
posed of a micro-porous "breathable" material which 
permits vapors to escape from the absorbent core 46 
while still preventing liquid exudates from passing 
through the outer cover 42. 

75 [0052] The absorbent core 46 suitably comprises a 
matrix of hydrophilic fibers, such as a web of cellulosic 
fluff, mixed with particles of a high-absorbency material 
commonly known as superabsorbent material. In a par- 
ticular embodiment, absorbent core 46 comprises a 

20 mixture of superabsorbent hydrogel -forming particles 
and wood pulp fluff. The wood pulp fluff may be 
exchanged with synthetic, polymeric, meltblown fibers 
or with a combination of meltblown fibers and natural 
fibers. The superabsorbent particles may be substan- 

25 tially homogeneously mixed with the hydrophilic fibers 
or may be non-uniformly mixed. 
[0053] Alternatively, the absorbent core may comprise 
a laminate of fibrous webs and superabsorbent material 
or other suitable means of maintaining a superabsorb- 

30 ent material in a localized area. 

[0054] The absorbent core 46 may have any of a 
number of shapes. For example, the absorbent core 
may be rectangular, l-shaped or T-shaped. It is gener- 
ally preferred that the absorbent core be narrower in the 

35 crotch portion than the rear or front portion. 

[0055] The high-absorbency material can be selected 
from natural, synthetic and modified natural polymers 
and materials. The high-absorbency materials can be 
inorganic materials, such as silica gels, or organic com- 

40 pounds, such as crosslinked polymers. The term 
"crosslinked" refers to any means for effectively render- 
ing normally water-soluble materials substantially water 
insoluble but swellable. Such means can include, for 
example, physical entanglement, crystalline domains, 

45 covalent bonds, ionic complexes and associations, 
hydrophilic associations, such as hydrogen bonding, 
and hydrophobic associations or Van der Waals forces. 
[0056] Examples of synthetic, polymeric, high-absorb- 
ency materials include the alkali metal and ammonium 

so salts of poly(acrylic acid) and poly(methacrylic acid), 
poly(acrylamides), polyvinyl ethers), maleic anhydride 
copolymers with vinyl ethers and alpha-olefins, 
polyvinyl pyrolidone), polyvinyl morpholinone), 
polyvinyl alcohol), and mixtures and copolymers 

et thereof. Further polymers suitable for use in the absorb- 
ent core include natural and modified natural polymers, 
such as hydrolyzed acrylonitrile-grafted starch, acrylic 
acid grafted starch, methyl cellulose, carboxymethyl eel- 
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lulose, hydroxypropyl cellulose, and the natural gums, 
such as alginates, xanthum gum, locust bean gum, and 
the like. Mixtures of natural and wholly or partially syn- 
thetic absorbent polymers can also be useful in the 
present invention. Other suitable absorbent gelling 
materials are disclosed by Assarson et al. in U.S. Patent 
No. 3,902,236 issued August 26, 1975. Processes for 
preparing synthetic, absorbent gelling polymers are dis- 
closed in U.S. Patent No. 4,076,663 issued February 
28, 1978, to Masuda et al. and U.S. Patent No. 
4,286,082 issued August 25, 1981, to Tsubakimoto et 
al. 

[0057] The high-absorbency material may be in any of 
a wide variety of geometric forms. As a general rule, it is 
preferred that the high-absorbency material be in the 
form of discrete particles. However, the high-absorb- 
ency material may also be in the form of fibers, flakes, 
rods, spheres, needles, or the like. 
[0058] As a general rule, the high-absorbency mate- 
rial is present in the absorbent core in an amount of 
from about 5 to about 1 00 weight percent based on total 
weight of the absorbent core. 
[0059] The outer cover 42 and bodyside liner 44 are 
generally adhered to one another so as to form a pocket 
in which the absorbent core 46 is located. Thus, leg 
cuffs 48 are suitably formed by portions of the outer 
cover 42, and/or bodyside liner 44, which extend 
beyond the longitudinal sides of the absorbent core 46. 
Naturally, the leg cuffs 48 can also be formed from sep- 
arate materials which are attached to the outer cover 42 
and/or bodyside liner 44. 

[0060] Leg cuffs 48 include leg elastics 50. Materials 
suitable for use in forming leg elastics 50 are known to 
those skilled in the art. Exemplary of such materials are 
strands or ribbons of a polymeric, elastomeric material 
which are adhered to the diaper at the leg cuff while in a 
stretched position, or which are attached to the diaper 
while the diaper is pleated, such that elastic constrictive 
forces are imparted to the leg cuff 48. 
[0061 ] Similarly, waist elastics 52 and 54 and tape fas- 
teners 56 suitable for use in the present invention are 
known to those skilled in the art. 
[0062] A wide variety of other diaper configurations, 
as well as training pants, incontinence garments, and 
like configurations, are suitable for use in the present 
invention. Diapers suitable for use in the present inven- 
tion are described in greater detail in commonly 
assigned U.S. Patent Application Serial No. 08/096,654 
entitled Thin Absorbent Article Having Rapid Uptake of 
Liquid" filed July 22, 1993, in the name of Hansen et al; 
and U.S. Patent No. 5,192,606 issued March 9, 1993, to 
Proxmire et al. 

[0063] In a final aspect, the present invention provides 
methods of making a containment flap for use on an 
absorbent article. One method can best be understood 
by reference to Fig. 7 wherein a first layer of heat-fusible 
material 16 is provided from supply roll 58. The first 
layer of heat-fusible material 16 is traveling in a first 



direction D. Two elastic members 20 are supplied from 
supply roll 60 and are traveling in the first direction D 
and are attached to the first layer of heat-fusible mate- 
rial in a laterally-spaced relationship. This can be seen 

5 by reference to Fig. 8. In the illustrated embodiment, 
elastic members 20 are attached to the first layer 16 by 
adhesive 24 applied from applicator 62. A second layer 
of heat-fusible material 18 is supplied from supply roll 
64. The second layer of heat-fusible material is traveling 

jo in the first direction and is laid on top of the first layer 16 
such that the elastic members 20 are located between 
the first and second layers. The composite 66, thus 
formed, then passes through nip roller 68. The compos- 
ite 66 then passes through a thermal bonding means 

75 such as sonic bonder 70. As can be seen from refer- 
ence to Fig. 8, the sonic bonder 70 thermally bonds the 
second layer of heat-fusible material to the first layer of 
heat-fusible material through thermal bonds 72 and 74. 
The composite 66 then passes through slitter 76 

20 wherein composite 66 is slit in the first direction 
between elastic members 20 to form two slit composites 
78. The two slit composites 78 are then cut in a second 
direction D', generally perpendicular to said first direc- 
tion, by cutter 80 to form containment flaps. 

25 [0064] As can be seen from reference to Figs. 7-9, the 
thermal bonds 72, after being slit, form the first pattern 
of thermal bonds 22 illustrated in Figs. 1-3, while the 
thermal bonds 74 form the second pattern of thermal 
bonds 26 illustrated in Fig. 3. 

30 [0065] While Figs. 7-9 illustrate that elastic members 
20 are adhesively attached to the first layer 1 6, it is to be 
understood that applicator 62 could be removed from 
the process, such that elastic members 20 are merely 
laid on top of the first layer 16 and that elastic members 

35 20 are subsequently intermittently, thermally attached to 
the first layer 1 6 by sonic bonder 70 in accordance with 
the embodiment of the present invention illustrated in 
Fig. 3. Containment flaps produced by the above 
method are then suitably attached to an absorbent arti- 

40 cle as illustrated and described in connection with Figs. 
5 and 6. 

[0066] Fig. 9 is a cross section of composite 66 taken 
along line 9-9 of Fig. 8. Line 82 illustrates where the 
composite 66 will be slit by slitter 76. 

45 [0067] As can be seen from reference to Fig. 9, the 
first layer of heat-fusible material is illustrated as being 
significantly wider than the second layer of heat-fusible 
material 18. In the illustrated embodiment, the first layer 
of heat-fusible material is a nonwoven material while the 

so second layer of heat-fusible material 18 is a liquid- 
impervious material, such as a polyolefin film. Use of 
the containment flaps formed from the composite illus- 
trated in Fig. 9 are shown in use in Fig. 10 which repre- 
sents a cross-sectional view of an infant diaper similar 

55 to that illustrated in Fig. 5. As can be seen from refer- 
ence to Fig. 10, the portion of the first layer 16 extending 
beyond the second layer 18 is used to form a portion of 
the bodyside liner 44 illustrated in Fig. 5. The second 
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layer 18 is located on the interior surface of the contain- 
ment flap 10 illustrated in Fig. 10. Thus, the bodyside 
liner 44 illustrated in Fig. 10 actually comprises a por- 
tion of bodyside liner 44 located between containment 
flaps 10 and that portion of first layer 16 of the contain- 
ment flap 10 which extends beyond the width of the sec- 
ond layer 18. 

[0068] The containment flaps illustrated in Fig. 4 can 
be formed according to the following method. A single, 
integral piece of heat-fusible material is provided. The 
heat-fusible material is folded to provide first and sec- 
ond layers of heat-fusible material. An elastic member is 
positioned between the first and second layers of heat- 
fusible material. The elastic member is then intermit- 
tently, thermally bonded to said first and second layers. 
[0069] While the invention has been described in 
detail with respect to specific embodiments thereof, it 
will be appreciated that those skilled in the art, upon 
attaining an understanding of the foregoing, may readily 
conceive of alterations to, variations of, and equivalents 
to these embodiments. Accordingly, the scope of the 
present invention should be assessed as that of the 
appended claims. 

Claims 

1. A containment flap (10) for use on an absorbent 
article, said containment flap (10) having a proximal 
edge (12), adapted to be joined to said absorbent 
article, and a distal edge (14) opposite said proxi- 
mal edge (12), said containment flap (10) compris- 
ing: 

a first layer (16); 
a second layer (18); 

at least one elastic member (20) located 
between said first and said second layers adja- 
cent said distal edge (14); and 

a first pattern of bonds (22) joining said first 
and second layers (16,18) together, said first 
pattern of bonds (22) being located between 
said elastic member (20) and said distal edge 
(14), characterized in that 

said first and second layers (16,18) are made 
of heat-fusible material and said first pattern of 
bonds (22) is provided by thermal bonds. 

2. The containment flap according to claim 1 wherein 
said first layer (16) comprises a nonwoven material. 

3. The containment flap according to claim 1 or 2 
wherein said second layer (18) comprises a nonwo- 
ven material. 



4. The containment flap according to one of the pre- 
ceding claims wherein said second layer (18) com- 
prises a film. 

5 5. The containment flap according to one of the pre- 
ceding claims wherein said containment flap (10) 
comprises two elastic members (20). 

6. The containment flap according to one of the pre- 
io ceding claims further comprising a second pattern 

of thermal bonds (26) located between said elastic 
member (20) and said proximal edge (12). 

7. The containment flap according to one of the pre- 
75 ceding claims wherein said elastic member (20) is 

adhesively attached to said first layer (16). 

8. The containment flap according to one of the pre- 
ceding claims wherein said first and second layers 

20 (16,18) are not integrally formed. 

9. The containment flap according to one of the pre- 
ceding claims wherein said elastic member (20) is 
intermittently, thermally attached to said first and/or 

25 second layers (16,18). 

10. The containment flap according to one of the pre- 
ceding claims wherein said elastic member (20) 
has a melting or decomposition point greater than 

30 the melting point of said first layer (1 6). 

11. The containment flap according to one of the pre- 
ceding claims wherein the melting or decomposi- 
tion point of said elastic member (20) is at least 5°C 

35 greater than the melting point of said first layer (1 6). 

12. The containment flap according to one of the pre- 
ceding claims, wherein said elastic member (20) is 
intermittently, thermally attached to said first and 

40 second layers (16,18). 

13. The containment flap according to one of the pre- 
ceding claims wherein said containment flap (10) 
comprises a first pattern of thermal bonds (22) join- 

45 ing said first and second layers (16,18) together, 
said first pattern of thermal bonds (22) being adja- 
cent said distal edge (14). 

14. The containment flap according to one of the pre- 
so ceding claims wherein said containment flap (10) 

comprises a second pattern of thermal bonds (26) 
joining said first and second layers (16,18) together, 
said second pattern of thermal bonds (26) being 
located adjacent said first pattern of thermal bonds 
ti (22) and between said first pattern of thermal bonds 
(22) and said proximal edge (12). 

15. The containment flap according to one of the pre- 
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ceding claims wherein said elastic member (20) is 
non-adhesively attached to said first or second 
layer (16,18). 

16. The containment flap according to one of claims 9 s 
to 15 wherein said elastic member (20) is not 
melted or decomposed during the intermittent, ther- 
mal attachment of said elastic member (20) to said 
first and/or second layers (16,18). 

10 

17. The containment flap according to one of claims 6 
to 16 further comprising a second elastic member 
(20) located between said first and second patterns 
of thermal bonds (22,26), said second elastic mem- 
ber (20) being intermittently, thermally attached to is 
said first and second layer (16,18). 

18. The containment flap according to one of the pre- 
ceding claims wherein said elastic member (20) 
comprises or is an elastomeric thread. 20 

1 9. The containment flap according to claim 1 8 wherein 
said elastomeric thread has a melting or decompo- 
sition point greater than the melting point of said 
first and second layers (16,18). 25 

20. The containment flap according to one of the pre- 
ceding claims wherein said first and second layers 
(16,18) of heat-fusible material are formed from a 
single, integral piece of material by folding. 30 

21. The containment flap according to one of the pre- 
ceding claims wherein said containment flap (10) 
further comprises a second elastic member (20) 
located between said first and second pattern of 35 
thermal bonds (22,26). 

22. An absorbent article (32) comprising the contain- 
ment flap of one of claims 1 to 21. 

40 

23. The absorbent article (32) according to claim 22, 
having a front portion (34), a rear portion (36) and a 
crotch portion (38) connecting said front and rear 
portions (34,36), said crotch portion (38) having 
opposite longitudinal side portions (40), said article 45 
(32) comprising: 

a liquid-permeable bodyside liner (44); 

an outer cover (42); so 

an absorbent core (46) located between said 
bodyside liner (44) and said outer cover (42); 
and 

55 

a pair of containment flaps (10) extending lon- 
gitudinally from said front portion (34) to said 
rear portion (36), wherein said proximal edge 



(12) of said containment flap (10) is joined to 
said bodyside liner (44) in said crotch portion 
(38) and said front and rear portions (34,36). 

24. A method of making a containment flap according 
to one of claims 1 to 21 for use on an absorbent 
article, said method comprising the following steps: 

providing a first layer of heat-fusible material 
traveling in a first direction; 

attaching two elastic members traveling in said 
first direction to said first layer in a laterally- 
spaced relationship; 

thermally bonding a second layer of heat-fusi- 
ble material traveling in said first direction to 
said first layer to form a composite having first 
and second longitudinal side edges, such that 
said elastic member is located between said 
first and said second layers and such that a first 
pattern of thermal bonds is located between 
said elastic members; 

slitting said composite in said first direction 
between said elastic members to form two slit 
composites; and 

cutting said slit composites in a second direc- 
tion perpendicular to said first direction to form 
containment flaps. 

25. The method according to claim 24 wherein said first 
layer of heat-fusible material is a nonwoven mate- 
rial. 

26. The method according to claim 24 or 25 wherein 
said second layer of heat-fusible material com- 
prises a liquid-impervious film. 

27. The method according to one of claims 24 to 26 
wherein four elastic members are attached to said 
first layer in a laterally-spaced relationship. 

28. The method according to one of claim 24 to 27 
wherein a second pattern of thermal bonds is 
located between said first longitudinal side edge of 
said composite and one of said elastic members 
closest to said first longitudinal side edge and 
between said second longitudinal side edge of said 
composite and one of said elastic members closest 
to said second longitudinal side edge. 

29. The method according to one of claims 24 to 28 
wherein said elastic members are adhesively 
attached to said first layer. 

30. The method of one of claims 24 to 29 wherein said 



so 
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elastic members are intermittently, thermally 
attached to said first and second layers of heat-fusi- 
ble material. 



von Verklebungen (22) zwischen dem elasti- 
schen Element (20) und der distalen Kante (14) 
angeordnet ist, dadurch gekennzeichnet, daB 



31. The method according to one of claims 24 to 30 
wherein said elastic members are elastomeric 
threads. 

32. The method according to one of claims 24 to 31 
wherein said elastic members have a melting or 
decomposition point greater than the melting point 
of said first layer. 

33. The method according to one of claims 24 to 32 
wherein said elastic members have a melting or 
decomposition point at least 5°C greater than the 
melting point of said first layer. 

34. A method of making a containment flap according 
to one of claims 1 to 21 for use on an absorbent 
article, said method comprising the following steps: 

providing a single, integral piece of heat-fusible 
material; 

folding said piece of heat-fusible material to 
provide first and second layers of heat-fusible 
material; 

positioning an elastic member between said 
first and second layers of heat-fusible material; 
and 

intermittently, thermally bonding said elastic 
member to said first and second layers. 

Patentanspruche 

1. Ruckhalteklappe (10) zur Verwendung auf einem 
saugfahigen Artikel, wobei die Ruckhalteklappe 
(10) eine proximale Kante (12) aufweist, welche mit 
dem saugfahigen Artikel verbunden werden kann, 
sowie eine gegenuber der proximalen Kante (12) 
angeordnete distale Kante (14), wobei die Ruckhal- 
teklappe (10) umfaBt: 

eine erste Schicht(16); 

eine zweite Schicht (18); 

wenigstens ein elastisches Element (20), wel- 
ches zwischen der ersten und der zweiten 
Schicht benachbart zu der distalen Kante (14) 
angeordnet ist; und 

ein erstes Muster von Verklebungen (22), wel- 
che die erste und die zweite Schicht (16,18) 
miteinander verbinden, wobei das erste Muster 



5 die erste und die zweite Schicht (16,18) aus 

einem wSrmeschmelzbaren Material herge- 
stellt sind und das erste Muster von Verklebun- 
gen (22) durch thermische Verklebungen 
erzeugt ist. 

10 

2. RuckhalteWappe gemaB Anspruch 1, bei der die 
erste Schicht (16) ein Vliesstoffmaterial aufweist. 

3. Ruckhalteklappe gemaB Anspruch 1 oder 2, bei der 
75 die zweite Schicht (18) ein Vliesstoffmaterial auf- 
weist. 

4. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der die zweite Schicht (1 8) eine 

20 Folie aufweist. 

5. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der die Ruckhalteklappe (10) 
zwei elastische Elemente (20) aufweist. 

25 

6. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, die des weiteren ein zweites 
Muster von thermischen Verklebungen (26) auf- 
weist, welches zwischen dem elastischen Element 

30 (20) und der proximalen Kante (12) angeordnet ist. 

7. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der das elastische Element 
(20) haftend an der ersten Schicht (16) befestigt ist. 

35 

8. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der die erste und die zweite 
Schicht (16,18) nicht integral ausgebildet sind. 

40 9. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der das elastische Element 
(20) intermittierend an der ersten und/oder der 
zweiten Schicht (16,18) thermisch befestigt ist. 

45 10. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der das elastische Element 
(20) einen Schmelz- oder Zersetzungspunkt auf- 
weist, der hOher ist als der Schmelzpunkt der 
ersten Schicht (16). 

50 

11. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der der Schmelz- oder Zerset- 
zungspunkt des elastischen Elements (20) 
wenigstens 5°C hdher liegt als der Schmelzpunkt 

56 der ersten Schicht (16). 

12. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der das elastische Element 
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(20) intermittierend an der ersten und der zweiten 
Schicht (16,18) thermisch befestigt ist. 

13. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der die Ruckhalteklappe (10) 5 
ein erstes Muster von thermischen Verklebungen 
(22) aufweist, welche die erste und die zweite 
Schicht (16,18) miteinander verbinden, wobei das 
erste Muster von thermischen Verklebungen (22) 
benachbart zur distalen Kante (14) angeordnet ist. 10 

14. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der die Ruckhalteklappe (10) 
ein zweites Muster von thermischen Verklebungen 
(26) aufweist, welche die erste und die zweite 15 
Schicht (16,18) miteinander verbinden, wobei das 
zweite Muster von thermischen Verklebungen (26) 
benachbart zu dem ersten Muster thermischer Ver- 
klebungen (22) und zwischen dem ersten Muster 
thermischer Verklebungen (22) und der proximalen 20 
Kante (12) angeordnet ist 

15. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der das elastische Element 
(20) nicht haftend an der ersten oder der zweiten 25 
Schicht (16,18) befestigt ist. 

16. Ruckhalteklappe gemaB einem der Anspruche 9 
bis 15, bei der das elastische Element (20) wah- 
rend der intermittierenden, thermischen Befesti- 30 
gung des elastischen Elements (20) an der ersten 
und/oder der zweiten Schicht (16,18) weder 
geschmolzen noch zersetzt wird. 

17. Ruckhalteklappe gemaB einem der Anspruche 6 35 
bis 16, die des weiteren ein zweites elastisches 
Element (20) umfaBt, welches zwischen dem 
ersten und dem zweiten Muster thermischer Verkle- 
bungen (22,26) angeordnet ist, wobei das zweite 
elastische Element (20) intermittierend an der 40 
ersten und der zweiten Schicht (16,18) thermisch 
befestigt ist. 

18. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der das elastische Element 45 
(20) einen elastomeren Faden aufweist oder ein 
elastomerer Faden ist. 

19. Ruckhalteklappe gemaB Anspruch 18, bei der der 
elastomere Faden einen Schmelz- oder Zerset- so 
zungspunkt aufweist, welcher hGher als der 
Schmelzpunkt der ersten und der zweiten Schicht 
(16,18) ist. 

20. Ruckhalteklappe gemaB einem der vorhergehen- 55 
den Anspruche, bei der die erste und die zweite 
Schicht (16,18) aus einem warmeschmelzbaren 
Material aus einem einzigen integralen Material- 



stuck mittels Faltung gebildet sind. 

21. Ruckhalteklappe gemaB einem der vorhergehen- 
den Anspruche, bei der die Ruckhalteklappe (10) 
des weiteren ein zweites elastisches Element (20) 
aufweist, welches zwischen dem ersten und dem 
zweiten Muster thermischer Verklebungen (22,26) 
angeordnet ist. 

22. Saugtahiger Artikel (32), welcher die Ruckhalte- 
klappe gemSB einem der Anspruche 1 bis 21 auf- 
weist. 

23. Saugfahiger Artikel (32) gemaB Anspruch 22 mit 
einem vorderen Bereich (34), einem hinteren 
Bereich (36) und einem Schrittbereich (38), welcher 
den vorderen und den hinteren Bereich (34,36) ver- 
bindet, wobei der Schrittbereich (38) gegenuberlie- 
gende Langsseitenbereiche (40) aufweist, wobei 
der Artikel (32) umfaBt: 

eine kGrperseitige flussigkeitsdurchiassige 
Ausfutterung (44); 

eine auBere Abdeckung (42); 

einen saugfahigen Kern (46), welcher zwi- 
schen der kOrperseitigen Ausfutterung (44) 
und der auBeren Abdeckung (42) angeordnet 
ist; und 

ein Paar Ruckhalteklappen (10), welche sich in 
Langsrichtung von dem vorderen Bereich (34) 
zum hinteren Bereich (36) erstrecken, wobei 
die proximale Kante (12) der Ruckhalteklappe 
(10) mit der kfirperseitigen Ausfutterung (44) in 
dem Schrittbereich (38) und dem vorderen und 
dem hinteren Bereich (34,36) verbunden ist. 

24. Verfahren zur Herstellung einer Ruckhalteklappe 
gemaB einem der Anspruche 1 bis 21 zur Verwen- 
dung auf einem saugfahigen Artikel, wobei das Ver- 
fahren die folgenden Schritte umfaBt: 

Bereitstellung einer ersten Schicht aus warme- 
schmelzbarem Material, welches sich in eine 
erste Richtung bewegt; 

Befestigung von zwei elastischen Elementen, 
welche sich in die erste Richtung zu der ersten 
Schicht hin lateral voneinander beabstandet 
bewegen; 

thermisches VerWeben einer zweiten Schicht 
aus warmeschmelzbarem Material, welche 
sich in die erste Richtung zu der ersten Schicht 
hin bewegt, zur Bildung eines Verbundmateri- 
als, welches eine erste und eine zweite Langs- 
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seitenkante aufweist, derart, daB das 
elastische Element zwischen der ersten und 
der zweiten Schicht angeordnet ist und ein 
erstes Muster von thermischen Verklebungen 
zwischen den elastischen Elementen angeord- 
net ist; 

Schlitzen des Verbundmaterials in der ersten 
Richtung zwischen den elastischen Elemen- 
ten, zur Bildung von zwei geschlitzlen Verbund- 
materalien; und 

Schneiden der geschlitzten Verbundmateria- 
lien in eine zweiten Richtung senkrecht zu der 
ersten Richtung zur Bildung von Ruckhalte- 
klappen. 

25. Verfahren gemaB Anspruch 24, bei dem die erste 
Schicht aus warmeschmelzbarem Material ein 
Vliesstoffmaterial ist. 

26. Verfahren gemaB Anspruch 24 oder 25, bei dem 
die zweite Schicht aus warmeschmelzbarem Mate- 
rial eine flussigkeitsundurchiassige Folie aufweist. 

27. Verfahren gemaB einem der Anspruche 24 bis 26, 
bei dem vier elastische Elemente lateral voneinan- 
der beabstandet an der ersten Schicht befestigt 
sind. 

28. Verfahren gemaB einem der Anspruche 24 bis 27, 
bei dem ein zweites Muster thermischer Verklebun- 
gen zwischen der ersten Langsseitenkante des 
Verbundmaterials und einem der elastischen Ele- 
mente, welche sich am nachsten zu der ersten 
Langsseitenkante befindet, und zwischen der zwei- 
ten Langsseitenkante des Verbundmaterials und 
einem der elastischen Elemente, welches sich am 
nachsten zu der zweiten Langsseitenkante befin- 
det, angeordnet ist. 

29. Verfahren gemaB einem der Anspruche 24 bis 28, 
bei dem die elastischen Elemente haftend an der 
ersten Schicht befestigt sind. 

30. Verfahren gemaB einem der Anspruche 24 bis 29, 
bei dem die elastischen Elemente intermittierend 
an der ersten und der zweiten Schicht aus warme- 
schmelzbarem Material thermisch befestigt sind. 

31. Verfahren gemSB einem der Anspruche 24 bis 30, 
bei dem die elastischen Elemente elastomere 
Faden sind. 

32. Verfahren gemfifc einem der Anspruche 24 bis 31 , 
bei dem die elastischen Elemente einen Schmelz- 
oder Zersetzungspunkt aufweisen, der hflher liegt 
als der Schmelzpunkt der ersten Schicht. 



33. Verfahren gemaB einem der Anspruche 24 bis 32, 
bei dem die elastischen Elemente einen Schmelz- 
oder Zersetzungspunkt aufweisen, der wenigstens 
5°C uber dem Schmelzpunkt der ersten Schicht 

5 iiegt 

34. Verfahren zu Herstellung einer RuckhalteWappe 
gemaB einem der Anspruche 1 bis 21 zur Verwen- 
dung auf einem saugfahigen Artikel, wobei das Ver- 
io fahren die folgenden Schritte umfaBt: 

Bereitstellung eines einzigen integralen war- 
meschmelzbaren Materialstucks; 

75 Falten des warmeschmelzbaren Material- 

stucks, urn eine erste und eine zweite Schicht 
aus warmeschmelzbarem Material bereitzu- 
stellen; 

20 Positionierung eines elastischen Elements zwi- 

schen der ersten und der zweiten Schicht aus 
warmeschmelzbarem Material; und 

intermittierende thermische Verklebung des 
25 elastischen Elements mit der ersten und der 

zweiten Schicht. 

Revendications 

30 1. Volet de retenue (10) destin6 & fetre utilise dans un 
article absorbant, ledit volet de retenue (10) ayant 
un bord proximal (12), adapts 6 §tre r6uni audit arti- 
cle absorbant, et un bord distal (14) & l'oppos6 dudit 
bord proximal (12), ledit volet de retenue (10) com- 

35 prenant : 

une premiere couche (16) ; 

une deuxteme couche (18) ; 

au moins un 6l6ment 6lastique (20) situ6 entre 

40 ladite premiere et ladite deuxi&me couches au 

voisinage dudit bord distal (14) ; et 
un premier motif de liaisons (22) r^unissant 
ensemble lesdites premiere et deuxteme cou- 
ches (16, 18), ledit premier motif de liaisons 

45 (22) 6tant situ6 entre ledit 6l6ment 6lastique 

(20) et ledit bord distal (14), caract6ris6 en ce 
que : 

lesdites premiere et deuxifcme couches (16, 
1 8) sont faites d'un materiau thermofusible et 
so ledit premier motif de liaisons (22) est fourni 

par des liaisons thermiques. 

2. Volet de retenue selon la revendication 1, dans 
lequel ladite premiere couche (16) est faite d'un 

st mat£riau non tiss£. 

3. Volet de retenue selon la revendication 1 ou 2, dans 
lequel ladite deuxifcme couche (18) est faite d'un 
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materiau non tiss6. 

4. Volet de retenue selon Tune des revendications pr6- 
c6dentes, dans lequel ladite deuxieme couche (18) 
est faite d'un film. 5 

5. Volet de retenue selon lune des revendications pr6- 
cedentes, dans lequel ledit volet de retenue (10) 
comprend deux elements eiastiques (20). 

10 

6. Volet de retenue selon Tune des revendications pr6- 
c6dentes, comprenant en outre un deuxieme motif 
de liaisons thermiques (26) situ6 entre ledit 616- 
ment eiastique (20) et ledit bord proximal (12). 

75 

7. Volet de retenue selon Tune des revendications pr6- 
c6dentes, dans lequel ledit element eiastique (20) 
est fix6 par adhesif e ladite premiere couche (18). 

8. Volet de retenue selon Tune des revendications pr6- 20 
c6dentes, dans lequel lesdites premiere et 
deuxi6me couches (16, 18) ne sont pas faites d'un 
seul tenant. 

9. Volet de retenue selon Tune des revendications pr6- 2s 
cedentes, dans lequel ledit 6l6ment eiastique (20) 
estfixe thermiquement, par inter mittence, auxdites 
premiere et/ou deuxieme couche (16, 18). 

1 0. Volet de retenue selon Tune des revendications pr6- 30 
cedentes, dans lequel ledit 6l6ment eiastique (20) a 

un point de fusion ou de decomposition sup6rieur 
au point de fusion de ladite premiere couche (16). 



liaisons thermiques (26) etant situ6 au voisinage 
dudit premier motif de liaisons thermiques (22) et 
entre ledit premier motif de liaisons thermiques (22) 
et ledit bord proximal (12). 

1 5. Volet de retenue selon Tune des revendications pr6- 
c6dentes, dans lequel ledit element eiastique (20) 
est fix£ de manure non adhesive & ladite premiere 
ou deuxi6me couche (16,18). 

16. Volet de retenue selon Tune des revendications 9 £ 

15, dans lequel ledit element eiastique (20) n'est 
pas fondu ou decompose au cours de la fixation 
thermique intermittertte dudit element eiastique 
(20) auxdites premiere et/ou deuxieme couches 
(16, 18). 

17. Volet de retenue selon Tune des revendications 6 k 

16, comprenant en outre un deuxieme 6l6ment 
eiastique (20) situ6 entre lesdits premier et 
deuxieme motifs de liaisons thermiques (22, 26), 
ledit deuxieme element eiastique (20) etant fix6 
thermiquement, par intermittence, auxdites pre- 
miere et deuxieme couches (16, 18). 

1 8. Volet de retenue selon Tune des revendications pr6- 
cedentes, dans lequel ledit element eiastique (20) 
comprend, ou est constitu6 par, un fil eiastomere. 

19. Volet de retenue selon la revendication 18, dans 
lequel ledit fil eiastomere a un point de fusion ou de 
decomposition sup6rieur au point de fusion desdi- 
tes premiere et deuxieme couches (16, 18). 
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11. Volet de retenue selon Tune des revendications pr6- 35 
cedentes, dans lequel le point de fusion ou de 
decomposition dudit element eiastique (20) est au 
moins 5°C sup6rieur au point de fusion de ladite 
premiere couche (16). 

40 

1 2. Volet de retenue selon Tune des revendications pr6- 
cedentes, dans lequel ledit element eiastique (20) 
est fix6 thermiquement, par intermittence, auxdites 
premiere et deuxieme couches (16, 18). 

45 

13. Volet de retenue selon Tune des revendications pr6- 
cedentes, dans lequel ledit volet de retenue (10) 
comporte un premier motif de liaisons thermiques 
(22) r6unissant ensemble lesdites premiere et 
deuxieme couches (16, 18), ledit premier motif de so 
liaisons thermiques (22) etant adjacent audit bord 
distal (14). 

14. Volet de retenue selon I'une des revendications pr6- 
cedentes, dans lequel ledit volet de retenue (10) se 
comporte un deuxieme motif de liaisons thermi- 
ques (26) reunissant ensemble lesdites premiere et 
deuxieme couches (16, 18), ledit deuxieme motif de 



20. Volet de retenue selon I'une des revendications pr6- 
cedentes, dans lequel lesdites premiere et 
deuxieme couches (16, 18) de materiau thermofu- 
sible sont formees, d'un seul tenant, & partir d'une 
unique piece de materiau, par phage. 

21 . Volet de retenue selon I'une des revendications pr6- 
cedentes, dans lequel ledit volet de retenue (10) 
comprend en outre un deuxieme element eiastique 
(20) situe entre lesdits premier et deuxieme motifs 
de liaisons thermiques (22, 26). 

22. Article absorbant (32) comprenant le volet de rete- 
nue selon I'une des revendications 16 21. 

23. Article absorbant (32) selon la revendication 22, 
ayant une portion avant (34), une portion arriere 
(36) et une portion d'entrejambe (38) connectant 
lesdites portions avant et arriere (34, 36), ladite por- 
tion d'entrejambe (38) ayant des portions laterales 
longitudinales oppos6es (40), ledit article (32) com- 
prenant ; 

un doublure c6te corporel permeable aux liqui- 
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des (44) ; 

une enveloppe exterieure (42) ; 
un noyau absorbant (46) situe entre ladite dou- 
blure c6te corporel (44) et ladite enveloppe 
exterieure (42) ; et $ 
une paire de volets de retenue (10) s'etendant 
longitudinalement k partir de ladite portion 
avant (34) vers ladite portion arrive (36), ledit 
bord proximal (12) dudit volet de retenue (10) 
etant reuni k ladite doublure cfite corporel (44) jo 
dans ladite portion d'entrejambe (38) et dans 
lesdites portions avant et arrive (34, 36). 

24. Procede de fabrication d'un volet de retenue selon 
Tune des revendications 16 21 pour une utilisation 75 
dans un article absorbant, ledit procede compre- 
nant les stapes suivantes : 

la fourniture d'une premiere couche d'un mate- 
riau thermofusible se d6pla$ant selon une pre- 20 
miere direction ; 

la fixation k ladite premiere couche, selon une 
relation espac^e lateralement, de deux eie- 
ments eiastiques se deplagant selon ladite pre- 
miere direction ; 25 
la liaison thermique k ladite premiere couche 
d'une deuxieme couche de materiau thermofu- 
sible se d^plagant selon ladite premiere direc- 
tion pour former un composite ayant un premier 
et un second bords lateraux longitudinaux, de 30 
telle sorte que ledit element eiastique est situe 
entre lesdites premiere et deuxieme couches 
et qu'un premier motif de liaisons thermiques 
est situe entre lesdits elements eiastiques ; 
la fente dudit composite selon ladite premiere 35 
direction entre lesdits elements eiastiques pour 
former deux composites fendus ; et 
la decoupe desdits composites fendus selon 
une deuxieme direction perpendiculaire k 
ladite premiere direction pour former des volets 40 
de retenue. 

25. Procede selon la revendication 24, dans lequel 
ladite premiere couche de materiau thermofusible 

est un materiau non tiss6. <5 

26. Procede selon la revendication 24 ou 25, dans 
lequel ladite deuxieme couche de materiau ther- 
mofusible est forrrtee d'un film impermeable aux 
liquides. 50 

27. Procede selon Tune des revendications 24 k 26, 
dans lequel quatre elements eiastiques sont f ix6s k 
ladite premiere couche selon une relation espac^e 
lateraiemeni. ££ 

28. Procede selon Tune des revendications 24 k 27, 
dans lequel un deuxieme motif de liaisons thermi- 



ques est situe entre ledit premier bord lateral longi- 
tudinal dudit composite et Tun desdits elements 
eiastiques le plus proche dudit premier bord lateral 
longitudinal et entre ledit second bord lateral longi- 
tudinal dudit composite et Tun desdits elements 
eiastiques le plus proche dudit second bord lateral 
longitudinal. 

29. Procede selon Tune des revendications 24 k 28, 
dans lequel lesdits elements eiastiques sont fixes 
par adrtesif k ladite premiere couche. 

30. Procede selon Tune des revendications 24 k 29, 
dans lequel lesdits elements eiastiques sont fix6s 
thermiquement, par intermittence, auxdites pre- 
miere et deuxieme couches de materiau thermofu- 
sible. 

31. Procede selon Tune des revendications 24 k 30, 
dans lequel lesdits elements eiastiques sont des f ils 
eiastomeres. 

32. Procede selon I'une des revendications 24 k 31, 
dans lequel lesdits elements eiastiques ont un point 
de fusion ou de decomposition sup6rieur au point 
de fusion de ladite premiere couche. 

33. Procede selon I'une des revendications 24 k 32, 
dans lequel lesdits elements eiastiques ont un point 
de fusion ou de decomposition au moins 5°C supe- 
rieur au point de fusion de ladite premiere couche. 

34. Procede de fabrication d'un volet de retenue selon 
Tune des revendications 1 k 21 , pour une utilisation 
dans un article absorbant, ledit procede compre- 
nant les etapes suivantes : 

la fourniture d'une piece unique d'un seul 
tenant d'un materiau thermofusible ; 
le pliage de ladite piece de materiau thermofu- 
sible pour creer une premiere et une deuxieme 
couches de materiau thermofusible ; 
le positionnement d'un element eiastique entre 
lesdites premiere et deuxieme couches de 
materiau thermofusible ; et 
la liaison thermique intermittente dudit element 
eiastique auxdites premiere et deuxieme cou- 
ches. 
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